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1 
My invention relates fo a method and means 
or machine ïor packing a predetermined weight 
of bulk product. 
While the method and machine oï my invention 
has been particularly designed for the packing 
of a predetermined bulk and thereby weight of 
tuna in a container, it has other uses in the pack- 
ing of various, fish products and may be adapt- 
able fo the packing of other bulk products such 
as some vegetables, for example sauerkraut and 
spinach, and-certain meat products which are 
pcked in bulk. 
Until recently, tuna fish has been packed by 
hand, the loins oï tuna being cut transversely oï 
the fish into pieces the height of the can. The 
packer then taking three or ïour pieces, attempt- 
ed fo fit these pieces into a can fo provide a pre- 
determined desired weight of tuna. In my co- 
pending application, Serial Number 444,510, filed 
May 26, 1942, now Patent Number 2,470,916 issued 
on May 24, 1949, I bave shown a machine ïor 
weighing the pieces of tuna; separating them 
into groups in accordance with their weight; 
then combining three or more pieces fo obtain a 
predetermined weight of tuna; and then packing 
that predetermined weight of fish in a can. The 
method and machine of that application is now 
in successful use in a number of canneries. 
In my application Serial Number 689,146, filed 
August 8, 1946, now Patent Number 2,575,703 
issued on November 20, 1951, and entitled "Meth- 
od for Packing Food Products," I bave sought 
fo provide a method for packing tuna and other 
products which would eliminate the necessity of 
cutting the loins of tuna into chunks or pieces 
approximately the height oï the container in 
which the tuna is fo be packed and the elimina- 
tion of the necessity of weighing the individual 
small pieces of tuna with the purpose of increas- 
ing production and further cutting down labor 
costs. 
In the machine of the last mentioned applica- 
tion, whole loins are individually and accurately 
weighed and then fed fo a compressing and mold- 
ing tube in accordance with their weight. That 
is the-loins are fed into thWmolding tube af a 
weight rate which is substantially constant per 
unit length of the conveyor which feeds the loins 
nto the forming and molding section of the ma- 
chine. After the loins of tuna have been formed 
into a cylindrical elongated roll of substantially 
constant weight per unit of length, sections of the 
roll are cut off and successively transferred fo the 
containers in which the tuna is fo be packed. 
The present invention seet ïurther simpca- 

tion of the process of packing tuna set forth in 
my co-pending application Serial Number 689,146. 
An object of my invention is toprovide an 
improved method and machine ïor packing a pre- 
5 determined weight of tuna or other bulk product 
in a container fo the end of accomplishing in- 
creased production per machine af a saving in 
labor costs. 
Another object of my invention is fo provide 
10 an improved method and machine ïor packing 
tuna which eliminates the necessity of weighing 
the individual loins of tuna. 
A further object of my invention is fo provide 
a method and machine ïor feeding whole loins or 
15 fillets of tuna fo a molding section Of the ma- 
chine which forms the loins of tuna into a sub- 
stantially cylindrical continuous roll, while fiexing 
or kneading the roll in a manner such as fo 
smooth out the high and low values of weight 
20 along the length o£ the roll fo the end that prior 
fo cutting off predetermined lengths of the roll 
and transferring the cut-off lengths to the con- 
tainers, the roll is not only of uniform, cross- 
sectiona] area of a diameter slightly less than 
25 that of the diameter of the can into whi.ch the 
tuna is packed, but also substantially uniform in 
weight per small unit of length of the roll fo the 
end that the successive cut-off sections of the 
roll are substantially constant in weight. 
30 My invention ïurther contemplates an improved 
means for cutting off the sections of the roll 
and transferring the cut-off sections successively 
to containers pr0gressively fed through the ma- 
chine, the cutting off mechanism enabling a vari- 
35 arien in the length of the cut fo the end that the 
weight of tuna placed in the ,containers may be 
varied so as fo pack in each of the containers the 
desired predetermined weight of tuna. 
Other objects and advantages oï the method 
40 and machine oï my invention wfll be set ïorth 
in the claims and will be apparent from the ïol- 
lowing description, when taken in connection with 
the accompanying drawings in Which: 
Fig. 1 is a side elevation of the machine of my 
45 invention with parts broken UWay and other parts 
in dotted lines, better fo illustrate the invention; 
Fig. 2 is asectional view taken substantially on 
the line 2--- oï Fig. 1 in the direction indicated 
by the arrows; 
50 Fig. 3 is a top plan view with the top tuna 
feed be]t broken away,better to illusrate the in- 
vention; 
Fig. 4 is a sectional view taken substantially on 
the line -- of Fig. 3 in the direction indicated 
55 by the arrows; 
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3 
Fig. 5 is an enlarged view oï the cut-off end 
of tle machine with the lower forming chain 
shown in section fo illustrate the drive thereïor 
and showing the cut-off knife with a can in the 
filling position; 
Fig. 6 is a view of the cut-off knife illustrating 
in dotted lines the position of the knife prior to 
cut-off and in solid lines the cut-off position; 
Fig. 7 is a composite illustrative showing of 
how the feed belt is loaded with weighed batches 
of tuna along uniform lengths of the feed belt; 
Fig. 8 is a view showing the end of the forming 
and molding section of the machine and how the 
tunais fed into the cylindrical tube section at 
the end thereof prior to transferring a car-off 
length of the roll of tuna to a container: 
Fig. 9 is a perspective view showing two of the 
molding and forming links of the molding and 
forming chain; 
Figs. 10, 11, 12 and 13 show successive positions 
of the cut-off knife and illustrating the cycle of 
operation thereof. 
As previously mentioned, the method and ma- 
chine of my invention bas been particularly de- 
signed for the packing of a predetermined weight 
of tuna in each of successive cans or other con- 
tainers. However, the method and machine of 
my invention is adapted to packing other ma- 
terials in bulk, such as various kinds of flsh, 
meat and certain types of vegetables, for example, 
sauerkraut and spinach. 
As shown in Fig. 1, the machine of my inven- 
tion includes a combined feeding and forming 
belt ! t, a forming belt t2 and a pair of forming 
chains 3 and 4. As shown most clearly in Fig. 
7, the feed belt ! ! is marked off in equal spaces, 
as indicated at t6. These spaces may be con- 
sidered unit lengths of the feed belt and the dis- 
tance between adjacent markings 6 is relatively 
large. Although other methods may be employed 
for the purposes of the present invention, the 
fish loins are placed on trays 7 and weighed 
in batches, as indicated at |ll. The weight of 
flsh loins placed on each tray is a constant 
amount which constant is determined by the 
speed of the feed belt, the rate at which the 
molding section of the machine, as will be pres- 
ently described, can accommodate the loins and 
the rate at which the sections of the roll of loins 
may be cut off for pacldng in the cans. 
The purpose of the equally spaced markings 
6 is to enable the operator to place a weighed 
batch of flsh t8 from one tray along the feed 
belt between two adjacent marldngs |6, as illus- 
trated at 9 in Fig. /. Preferably the loins are 
placed between and overlapping the marldngs so 
that they forma continuous line of loins with 
portions thereof overlaPping including the loins 
from adjacent batches and as evenly distributed 
along the belt as is possible. Thus, af this step 
of the method of my invention, although the 
loins bave been spread along the feed belt as 
evenly as possible by eye, considering small in- 
crements of the length of the belt, a difference 
between the weight on one small section of the 
belt from that existing on an adjacent similar 
small section of the belt may exist, in fact usually 
will exist even though the total weight of flsh 
in each space of the feed belt defmed by the 
markings 6 is the saine. 
While I have shown a batch manual method 
of loading the feed belt with flsh loins to secure 
even weight distribution of loins over relatively 
long sections of the belt, it would of course be 
possible to employ the mechanism shown in my 

4 
co-pending application Serial Number 689,146, 
above mentioned, for distributing the loins along 
the length of the feed belt more accurately. 
Moreover, still other methods of loading the feed 
5 belt in a manner such as more nearly fo ap- 
proach the ideal condition of uniform weight 
loading along small sections or increments of 
belt length, the present method involves no 
mechanism, issimple and after some practice 
10 the operator can place the loins along the belt 
in an unbroken line and sufficiently accurately 
for the purposes desired inasmuch as will pres- 
ently be described, additional means are pro- 
vided in the machine for obtaining substantially 
15 uniïorm weight over short sections or increments 
of feed belt length. 
As shown most clearly in Figs. 4, 5 and 9, the 
molding chains 3 are ruade up of a series of 
molding elements or links 2|, each of which bas 
20 a concave molding face, preferably formed sub- 
stantially on the arc of a circle, as shown at 22. 
As shown most clearlY in Fig. 5, each molding 
clement bas a curved forward edge, as indicated 
at 23 and a curved rearward edge, as indicated 
25 at 24. This arrangement enables the molding 
chains tobe flexed in a direction transverse to 
their direction of movement with adjacent mold- 
ing elements shifting angularly with respect to 
cach other, while still maintaining a substan- 
30 tially closed space between adjacent molding 
elements or links. Thus, when the chains are 
flexed and one molding link rotates angularly 
with respect fo another, the curvattu'e of the 
following edge of one link may rotate with re- 
:.5 spect to the leading edge of the adjacent link 
without interference between the two links, while 
still maintaining a relatively close fitting joint 
between the adjacent links. 
As shown most clearly in Figs. 8 and 9, the 
. rearward face of each of the molding elements 
2! bas a boss 26 which carries a pivot pin 27. 
Links 28 connect the pivot pins of adjacent mold- 
ing elements 2, the links 28 being freely rotat- 
able with respect to the pivot pins 27 to allow 
,5 the above described angular movement of ad- 
jacent molding elements with respect to each 
other and the flexîng of the chains as a whole 
in the manner indicated in Fig. 3. 
As shown most clearly in Figs. 3 and 5, the 
0 forming chains are mounted on idler sprockets 
29 and ch'iving sprockets 3| carried by shafts 
32 and 33. As shown most clearly in Fig. 5, the 
spreckets 29 and 3| bave special semi-circularly 
shaped driving teeth 34 which are adapted fo 
55 receive the semi-cylindrically shaped bosses 26 
on the rear faces of the forming elements. 
The ch'iving sprockets 3! are mounted on the 
upper ends of the shafts 32 and 33 which are 
suitably jotu'naled in the frame of the machine 
0 and brackets 36 thereof (sec Fig. 1). The shafts 
33 are driven together by means of spur gears 
37 (Figs. 1 and 3) rigidly sectu'ed fo the shafts 
33. One of the shafts  has a mitre gear 39 
rigidly sectu'ed thereto which meshes with a 
65 mitre gear 4! (see Fig. 3) rigidly mounted on 
a horizontally extending shaft 42 suitably jour- 
naled in the frame of the machine. Carried by 
the shaft 42 is a mitre gear 43 which meshes 
with a mitre gear .44 rigidly secured to a shaft 
70 46. The shaft 46 is driven by a chain 47 and 
suitable sprockets (see Fig. 1) which are driven 
by ,% motor . 
The upper feed belt |2 is mounted on an idler 
pulley ! and a driving pulley ,2 carried by 
75 shafts S3 and  suitably mounted in the frame 
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of the machine. The lower feed belt  passes 
over a pair of pulleys 56 and 57 mounted on 
shafts 5,8 and 59. The pulley 56 is freely rotat- 
able on the shaft 58 which is supported in bored 
bosses (see Fig. 3) carried by a pedestal 
Mounted on the shaft 54 is a sprocket 6 (Fig. 
3) and mounted on the shaft 
(Fig. 1). Rigidly secured to the shaft 4)- is a 
sprocket 64 over which passes 'a chain 68 which 
drives both sprockets 6- and 63 and thereby the 
shafts 54 and 59. 
It will now be appreciated that the feed belts 
  and.  and the forming chains are driven at 
approximately the saine lineal speed from the 
shaft 4 and that the feed belts together with 
the forming chains forma passage for the loins 
of tuna roughly tubular in shape (see Fii. 4). 
The return ru_us of each of the forming chains 
are carried on slide surfaces 7 formed on the 
frame of the machine a portion of which is indi- 
cated at 7. Carried by the fame at each side 
of the machine is a pair of brackets 73 which 
are apertured to receive pins 74. The pins carry 
elongated backing shoes 76 which are pressd 
outward into engagement with the return runs 
of the chains by springs 77. The purpose of the 
backing shoes 78 is to maintain the foïming 
chains taut and enable the chains to clear inter- 
vening mechanism, as will be presently described. 
Slidably carried in suitable openings in the 
side frames of the machine are a p!urality of 
transverse rods or bars 8 (Fig. 3). ligidly, a!- 
though adjustably, mounted on each of the bars 
8! is a pair of supports 8 (Fig. 4), the upper ends 
of which are adapted to s!idably receive pins or 
rods 88. Each of the rods 83 supports a backing 
shoe 84 which is pressed by a spring 86 into en- 
gagement with the active run of the forming 
chain. In the drawings I have shown sever 
cross bars 8 and seven backing shoes for each 
chain, although it will be appreciated that this 
number may be varied and will to a certain ex- 
tent depend upon the length of the forming chain 
and the spacing of the backing shoes desired. 
leferring now to Fig. 3, it will be apparent 
that depending upon the position of the bars 
and hence the backing shoes, the formini chains 
may be made to pursue a course as they travel 
from right to left, as viewed in Fig. 3, other than 
that of a straight line. In addJ.tion by actuating 
the bars in accordance with a predetermined pat- 
tern, the shoes may be made to actuate the form- 
ing chains to cause the chains to more, as they 
feed the material in a wave-like or serpentine 
manner. Moreover, the supports 62 are adjust- 
able, as indicated at 87, so that the backing shoe 
supports  on one or more bars may be brought 
closer together or moved further apart as desired. 
Thus, the supports on the bar 6 at the extreme 
right of the machine may be relative!y widely 
spaced, the supports on the next rod 8 spaced 
somewhat closer together and so forth working 
toward the left of Fig. 3 so that the space between 
the opposed forming chains may be gradually 
decreased in cross sectional area from the en- 
trance end for the loins of tuna to the discharie 
end thereof. 
Mounted on one end of each of the transverse 
bars 8! is a Scotch yoke mechanism which in- 
cludes a slotted member 88 on one end of each bar 
in which operates a pin 95 mounted eccentri- 
cally with respect to a crank disc 89. Each of 
the crank discs is mounted on a shaft 96 and 
each of the shafts has rigidly secured thereto a 
spur gear 9 !. The gears 9  mesh with each other, 

as shown in Fig. 3, and are all driven by a gear 
92 mounted on a suitably supported shaft 63 
which also has rigidly secured thereto a sprocket 
4 driven by a chain 9. The chain S5 passes 
5 over a sprocket 97 rigidly secured to the shaft 
$3 so as to be driven from the motor 
It will now be appreciated that by adjusting 
the Scotch yokes so that they are out of rime 
with each other the bars 8 may be shifted so 
10 that some of them are moving in one direction 
while others are m0ving in the opposite direc- 
tion. For example, the cranlcs of the Scotch 
yokes may be adjusted so as to give the forming 
chains a wave-like or serpentine motion. Thus, 
15 as the ioins of tuna are fed through the ma- 
chine the loins are bent and flexed during their 
passage through the forming space pîovided by 
the forming belts and the forming chain. That is, 
the roll of tuna is continuously flexed and knead- 
20 ed during its passagë so as to gradually form and 
shape the roll as desired, as will presently appear. 
At the forward or ourlet end of the forming 
chains is a short length of tube 8 which is 
best shown in Figs. 5 and 8. The rearward or 
25 entrance end of the tube is shaped to contact 
as closely as possible the inside curved surfaces 
of the forming elements or links -, as shown af 
8 (Fig. 5). Portions of the tube, as shown at 
S (Fig. 8) extend rearward o1" toward the en- 
30 trance end for the loins of tuna and between 
the two forming chains to almost contact the 
forming belts as they pass over the pulleys. 
The tube , therefore, forms in effect an 
extension of the tubular interior constitutin the 
35 rno!ding space for the loins and îorrned by the 
two forming chains and the two formin belts. 
Since, as previously mentioned, the continuous 
ro!l of loins of tuna is preferably gradually de- 
creased in cross-sectional area from the en 
4-0 france end toward the discharge end, the transi- 
tior of the ro!l from the forming section of the 
machine into the tube 6 is accomplished 
smoothly and without loSs of materia!, particu- 
larly since adjacent the discharge end of the 
4 forming section of the machine, the faces  of 
the moldin2 elements or links bave moved closer 
together than they are shown in Fig. 4 thus the 
roll of tuna is substantially cylindrical in shape 
at the tim it is pushed into the tube by thc 
50 m.oving chains and belts. 
Adjacent the out!et end of the tube ]! is a 
transverse slot $ cut approximateiy hall way 
throuh the tube frorn the. top thereof down- 
ward. This sl6t allows a knife 8 (Fi. 6) fo 
55 enter the tube, as shown in full lines in Fig. 5, 
and extend to a position adjacent the bottom 
of the tube for the purpose of cutting off a section 
of the roll of tuna. 
Extending forward frein the slot  8 is a longi- 
60 tudinally extending slot 6 which allows the 
attaching part 99, toether with the knife itself, 
to more forwardly in the tube fo the dotted 
line position shown in Fig. 5. Since the circular 
portion of the kniîe remains in the tube during 
65 this movement, the cutoff section of the roll of 
tuna is moved forward with the knife as the 
knife is shifted from the solid to the dotted line 
positions shown in Fig. 5. 
in lig. 5 I bave shown a can  in the 
70 in position. As will appear from this view, the 
movement of the kuife to the dotted line posi- 
tion pushes the cut-off section of tuna into the 
can. This is easi!y accomplished by reason of 
the fact that the cross-sectional area of the 
7 tube 6 is slightly less than the diameter of the 
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can which facilitates the transition of the eut- 
off slic from the tube fo the can. 
Referring now fo Figs. 1 and 3, the shaft 
through a variable speed transmission I I I, the 
speed of which may be varied by means of a 
hand wheel 112, drives a sprocket 113. The 
sprocket I 13 through a chain  I  drives a sprocket 
6 mountedonashaft 17. The shaft Il7 has 
rigidly secured thereto a cam element having 
cam groove 113 in which a follet 119 rides. The 
follet 119 is rotatably secured to the end of 
lever 12} which is pivoted af 21 fo a suppor 
extending from the frame of the machine. The 
upper end of the lever 2{} has a follet 22 
cured thereto which is engageable with collars 
123 rigidly secured fo a shaft 124. The connec 
tion between the lever 12{} and the shaft 2 
such as fo reciprocate shaft 12 in response fo 
the contour of the cam 118 but hot fo ïetrain 
if from rotary or oscillating motion. 
A cam follower 12 which has secured there- 
to a follet 2 rides in a cam gçoove in thc 
face of a cam 12. The cam follower 12 
mounted in a guide, indicated ai 12, of the sup- 
port arm and is connected by a ball and socket 
joint 131 fo a connecting rod 3-. The rod 
is connected by ball and socket to a lever 
which is fixed fo shaft 12 and is adapted to 
impart an oscillatory motion to the shaft 
fo swing the cut-off M]ife from the dotted line 
position to the solid line position of Fig. 6. After 
a section of the roll has been cut off and pushed 
into the can, the knife is moved from a posi- 
tion in alignment with the tube fo a position 
corresponding fo the dotted line position of Fig. 
6 except that the Mife is af the rime of ifs up- 
ward movement adjacent the forward m]d of the 
tube and clear thereof.. 
Cams 113 and 128 are shaped so that ai]d 
maintained in proper timed relation to cause the 
cut off knife fo go through a cycle of movements 
illustrated in Figs. 10, 11, 12 and 13. Ai the 
beginning of the cycle the knife is brought by 
the cam 118 fo a position adjacent the slot, 
as illustrated in Fig. 10. Action of the cam 
then causes a partial rotation of the .haft 
to bring the eut-off knife rapidly fo the position 
of Fig. 11 during which movement the sectio]] 
of tuna is cut off. The action of the cam 
through the lever 120 then moves the cut-off 
knife forward through the longitudinaly extend- 
ing slot 108 fo push the section of tuna into a 
can which ai this rime has been positioned in 
the can filling position. During this portion of 
its movement the advance of the cut off knife 
is faster than the forward movement of the roll 
of tuna, as indicated in Fig. 12. As soon as the 
knife has been shifted slightly forward from the 
position shown in Fig. 12, if is clear of the end 
of the tube and the cam 128 through the lever 
32 then rotates the shaft 12 to raise the knifo 
to the position of Fig. 13. Cam I 18 then returns 
the Mife fo ifs rearward position ready for 
other cutting action tobe performed by opera- 
tion of the cam 
If will be appreciated that since the shaft 
is rotated continuously, the movement of the 
M]ife is substantially continuous and that ifs 
speed may be controlled by adjusting the vari- 
able speed transmission I 1 I. 
lVI_ounted on the shaft I1 is a crank I hav- 
ing a crank pin 12. The crank pin 142 inter-- 
mittently and successively engages, during ifs ro- 
tation, slots I of a Geneva-wheel I. The 
Geneva wheel is mounted on a short shaft 

journaled in the frame of the machine and a 
one end thereof a can turret I} is mounted. 
The calls enter from a can track, partially 
indicated af 13, in the direction indicated by 
5 the arrow (Fig. 2) and are received by the semi- 
circular openings 149 in the can turïet 16. 
Through the Genera motion the cans are suc- 
cessivel/presented to the can filling position, 
lowed fo dwell there in that position until filled 
]0 and then are moved fo the left, as shown in 
Fig. 2, fo enter the discharge .can track 
The timed relation between the can turret 
dexing and the kife motion is such that al] 
empty can is brought into the fish receiving posi- 
15 tiol] during the rime the knife is moving from 
the position of Fig. 13 fo that of Fig. 10. The 
dwell caused by the Geneva motion permits the 
kife fo make ifs cut and push the section of 
tuna cut from the roll into the can before the 
20 can is then indexed out of fish receiving position 
and another can presented for filling adjacent 
the end of the tube. 
Summarizing the operation, the lofi]s of tuna 
or other material are placed on the feed belt 
25 in the manner above described so as fo secure a 
substantially continuons line of fish spread longi- 
tudinally over the feed belt so that the weight 
of fish between adjacent markings on the feed 
belt, as shown in Fig. 7, is approximately ui- 
30 form. As the fish loins enter the space between 
the forming chains, they are confined between the 
curved surfaces of the chains and the feed belts. 
The speed of all four molding surfaces being 
proximately the same and in the sarne direc- 
35 tion, the loins are therefore carried into the 
confining and molding space, more or less rnolded 
fo conform fo that space. Ai the entering end 
the molding chains are held further apart 
ai the can filling or discharge end. This amount 
.10 of increased opmxing is adjustable throughout the 
entire length of the substantially tubular mold- 
ing space so that the molding action may be 
made fo gradually increase, or in other words the 
molding space may be decreased in cross-sec- 
,i5 tional area as the loins are being subjected to 
the fiexing action of the molding chainsi 
Preferably the idling sprockets 29 are arranged 
o that they may be adjusted toward and from 
each other and the supports 8 may be adjusted 
50 toward and away from each other fo compress 
the material fo a lesser or greater extent as 
passes from the entrance end to the discharge 
end of the forming section of the machine. Pref- 
erably also the spring tension of t.he springs 
55 8 may be adjusted if desired or springs of vari- 
ous strength may be used. 
As the loins of tuna or other material progress 
through the tubular molding space, they are grad- 
ually molded and shaped fo approxirnately cylin- 
C0 drical form of uniform cross-section. At the 
saine rime, as previously mentioned, the forming 
chains are given a wave or serpentine motion 
which bends the cordined mass of fish. This 
bending or fiexing, which is continuously re- 
65 versed, causes alternate stretching and compress- 
ing of the mass on either side of the central axis 
of the roll of tuna. This alternate stretching 
and compressing causes a lengthwise slippage of 
the layers or fiakes of the loins of tuna. Thus, 
70 a certain amount of lengthwise peripheral fiow 
of the material takes place relative fo the gen- 
eral forward movement of the mass. Due fo the 
external compressive pressure, this lengthwise 
fiow tends fo more some material from the over- 
75 filled or overweight sections fo the under-filled 
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Or undèrwelght sêtibns of the roll, thus bring- 
ing about substantially unfform weight over short 
increments of the length of the roll of tuna. 
The cylindrical roll of material is continuously 
pushed through the molding space and the tube 5 
I{}l ata uniform rate. As previously mentioned 
in connection with the discussion of Figs. 10, 11, 
12 and 13, it can be .seen that the knife II]'/ will 
cut off a section of the cylindrical roll and move 
it forward into the can already positioned to re- 10 
ceive it. The downwar.d cutting action of the 
knife is quite rapid and forward motion of the 
knife starts immediately after the knife bas sev- 
ered the materiaL There is then very little or no 
interruption of the forward movement of the 
cylinder of the materiaL In fact, the forward 
movement of the knife is timed so as fo be con- 
siderably faster than the forvard movement of 
the main body of material so that the knife action 
does not interfere with the forward motion of 20 
the material caused by the feed belts and form- 
ing chains. 
One of the important features of the machine 
of my invention is that the knife action is com- 
pletely independent of the speed of movement 
of the roll of material caused by the feed belts 
and forming chain. Thus, it will be apparent 
tha if the knife action cycle is varied by an 
adjustment of the variable speed transmission 
I I I, the knife will cut off correspondingly shot.ter 
or longer sections of the molded material. Thus, 
adjustment of the speed of the shaft 124 and 
hence the knife } is a means of adjusting and 
controlling the weight of material placed in each 
can. 2.» 
It has been found in practice to determine the 
optimum feed rate of the feed belt 1 as that 
rate which gives the .best molding action in the 
forming and molding section of the machine. If. 
the machine is fed too heavfly with material, ex- ,t0 
cessive pressures may develop which may cause 
the structure of the tuna to break down. If, on 
the other hand, the material is not fed at a weight 
rate suflïcient, a full and uniform cylindrical roll 
of the material will not be produced. The feed -15 
rate of the material to the molding section of 
the machine is therefore preferably determined 
without regard to the desired fllled can weight, 
as the latter may be adjusted independentiy 
through the variable speed transmission I I . 50 
Thus, the machine of my invention may be 
employed to forma solid pack of tuna and mold 
whole loins into aroll, the cross-section of which 
is slightly less in diameter than that of the cans; 
cut off a section; and push it into the can, with 55 
the weight of the cut-off section being accurately 
controlled by adjusting the speed of operation of 
the cut off knife fully independently of the rate 
of feed of the material through the molding sec- 
tion of the machine. 60 
Whfle I have shown and described the p.re- 
ferred method and machine of my invention, it 
wfll be apparent that various changes and modi- 
fications may be ruade therein, particularly in 
the form and relation of parts without departing 65 
from the spirit of my invention, as set forth in 
the appended claims. 
I claire: 
1. A method of packing a substantiaily con- 
stant weight of food material into each of a 70 
series of containers which comprises feeding the 
material toward a container fllling position, form 
ing said material into a substantially cylindrical 
elongated contànuous roll, cutting off predeter- 
mined lengths of the roll, and transferring a 75 

cut-off length directly and in succession t0 each 
of the series of container,s. 
2. A method of packing a substantially con- 
stant weight of food material into each of a series 
of containers which comprises continuously feed- 
ing the material toward a container filling posi- 
tion, forming said material into a substantially 
cylindrical elongated continuous roll, cutting off 
predetermined lengths of the roll while the ma- 
terial is continuously fed, and transferring a cut- 
off length in succession to each of the series of 
containes. 
3. A method of packing a substantially con- 
stant weight of food material into each of a series 
of containers which comprises continuously eed- 
ing the material ai a substantially uniform aver- 
age rate toward a container fllling position, ïorm- 
ing said material in such manner as fo produce 
aroll of substantially cylindrical elongated shape 
of substantially uniform weight per unit of length, 
cutting off predetermined lengths of the roll while 
the roll and the cut off length are substantially  
continuously moved toward the fllling position, 
and transferring a cut off length in succession 
to each of the series of containers without in- 
terrupting the feeding of the ro]l. 
4. A method of Packing a substantially con- 
stant weight of food material into each of a 
series of containers which comprises feeding the 
material toward a container fllling position, fom- 
ing said material into a substantially cylindrical 
elongated continuous roll of substantially uni- 
form weight per unit of length, cutting off pre- 
determined lengths of the roll while the roll and 
the cut-off length are substantially continuously 
moved toward the fllling position, and transfer- 
ring a cut-off length in succession to each of a 
series of containers without substantially inter- 
rupting the feeding of the roll, the movement of 
the material, the roll and the cut-off length being 
always in the saine general direction. 
5. A method of packing a substantially con- 
stant weight of flsh having a flake structure de- 
fined by partings into each of a series of con- 
tainers which comprises feeding the flsh to- 
ward a container fllling position, forming the flsh 
into a substantially cylindrical elongated con- 
tinuous roll, cutting off predetermined lengths of 
the roll, and transferring a cut-off length in suc- 
cession to each of the series of containers, the 
movement of the sh, the feeding of the roll and 
the cut off length being always in the saine gen- 
eral direction and with the partings of the flake 
structure of the flsh always extending substan- 
tially parallel to the direction of feed. 
6. A method of' packing a susbtantially con- 
stant weight of food material into each of a se- 
ries of containers which comprises feeding the 
material toward a container fllling position, form- 
ing said material into an elongated structure of 
a shape conforming substantially to the shape of 
the container and which is of substantially uni- 
form weight per unit of length by pressures 
applied at least part way around the structure, 
cutting off predetermined lengths of the struc- 
ture and transferring a cut off length in succes- 
sion to each of the series of containers. 
. A method of packing a substantially con- 
stant weight of food material into each of a 
series of containers which comprises continu- 
ously feeding the material toward a container 
fllling position, forming said material into an 
elongated structure of a shape conforming sub- 
stantially to the shape of the container and which 
is of substantially uniform weight per unit of 
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length by pressures applied for the most part 
transversely of the structure, cutting off pre- 
determined lengths of the structure while the 
structure and cut off length are substantial]y 
continuous]y moved toward the filling position, 
and transferring a cut off length in succession 
fo each of the series of containers without sub- 
stantially interrupting the feeding of the struc- 
ture, the movement of the material, the struc- 
ture and the eut off lengths being a!ways in the 
saine general direction. 
8. A method of packing a substantially con- 
stant weight of ïood material into each of a se- 
ries of containers which comprises feeding the 
material toward a container filling position, 
forming said material into an elongated con- 
tinuous mass, resisting the forward movement of 
th mass by a resistance which is not uniform 
across a section of the mass while simultaneous- 
ly applying pressure af least part way around 
the mass to cause lengthwise slippage of the 
material so that portions oï the material ]ie in 
a transverse plane different from that which 
such portions occupied prior to slippage and thc 
mass is gradua]ly ïormed into a shape conform- 
ing substantially to the shape oî the container 
and which is oï substantially uniform weight per 
unit of length, cutting off predetermined lengths 
of the mass, and transferring a cut-off ]ength 
in succession to each of the series of containers. 
9. A method of packing a substantially con- 
stant weight of food material into each of a se- 
ries of containers whi.ch comprises feeding the 
material toward a container fil]ing position, 
forming said material into an elongated con- 
tinuous mass, resisting the forwaïd movement of 
the mass by a resistance which is not uniform 
across a section oï the mass while simu]tane- 
ously applying pressures at least part way around 
the mass to assist the natura] tendency for the 
material to slip lengthçvise from over]oaded sec- 
tions of the mass fo underloaded sections there- 
of and the gradual formation of the mass into 
a substantially cylindrical elongated continuous 
roll of substantia]ly uniform weight per unit of 
length, cutting off predetermined lengths of the 
rol] while the roll and the cut off lengths are 
susbtantially continuous]y moved toward the 
fllling position, and transferring a cut off length 
in succession fo each of the series of containers 
without substantially interrupting the feeding of 
the roll, the movement of the material, the roll 
and the cut off length being a]ways in the saine 
general direction. 
10. A method of packing a substantially con- 
stant weight of fish into each of a series of con- 
tainers, the fish being of a character such that 
it has a flake layer structure extending ]ength- 
wise of the flsh and around the long axis of 
the fish which comprises continuous]y feeding 
Joins of fish in at least part]y overlapping rela- 
tion toward a container filling position, form- 
ing the fish into an elongated substantially cylin- 
drical ro]] of substantially uniform weight per 
unit of length by pressures applied for the most 
part transversely of the flake layer structure, 
cutting off predetermined lengths of the rol], 
and transferring a cut-off length directly and 
in succession fo each of the series of containeïs, 
the fish substantia]ly always advancing toward 
the container filling position with the fiake ]ayer 
structure extending substantial]y in the direc- 
tion of feed. 
il. A method of packing a substantially con- 
stant weight of fish into each of a series of con- 

12 
tainers, the flsh being of a character such that 
if has a flake layer structure extending length- 
wise of the flsh and around the long axis of the 
fish which comprises continuously feeding loins 
5 of fish in af least partly overlapping relation to- 
ward a container filling position, forming the 
fish into an elongated substantially cylindrical 
'ol] by pressures applied for the most part trans- 
verse fo the fiake layer structure whi]e simul- 
10 taneous]y fiexing the roll fo cause longitudinal 
s]ippage of the outer and inner fiake layers with 
respect fo each other to thereby smooth out the 
high and low values of weight a]ong the ]ength 
of the roll to obtain substantia]ly uniform weight 
15 per unit oï roll length, cutting off predetermined 
lengths of the roll, and transferring a cut-off 
]ength directly and in succession to each of the 
series of containers, the fish substantia]ly a]ways 
advancing toward the container filling position 
20 with the flake ]ayer structure extending sub- 
stantia]ly in the direction of feed. 
12. A method of packing a substantially con- 
stant weight of food material in each of a series 
of containers which comprises feeding the ma- 
25 terial toward a container fil]ing position, grad- 
ually forming the material into an elongated 
substantially continuous structure which de- 
creases in cross sectional area in a direction to- 
ward the container illing position until the 
30 s'tructure is .of substar/tially uniform weight per 
unit of length and the cross sectional shape of 
the structure substantially conforms to the cross- 
sectional shape of the containers, cutting off 
predeterrnined lengths of said structure, and 
35 transferring a cut-off length to each of the series 
of containers. 
13. A method of packing a substantially con- 
stant weight of food materia] in each of a series 
of containers which comprises feeding the ma- 
40 terial toward a container filling position, gradu- 
ally forming the material into an elongated sub- 
stantially continuous structure which decreases 
in cross sectional area in a direction toward the 
container filling position until the structure is 
45 of substantial]y uniform weight per unit of length 
and the cross-sectional shape of the structure 
substantially conforms .to the cross-sectional 
shape of the containers, cutting off predetermined 
lengths of said structure, transferring a cutoff 
50 length to each of the series of containers and 
varying the lengths of the structure cut off should 
the weight of the fllled containers be over or 
under the desired weight fo vary the weight of 
material fo be placed in each of succeeding con- 
55 tainers to thereby obtain substantially the de- 
sired weight. 
14. A method of packing a substantially con- 
stant weight of food material in each of a series 
of containers which comprises feeding the ma- 
60 terial .toward a container filling position, grad- 
ua]ly forming the materia] into an elongated sub- 
stantially continuous structure which decreases 
in cross sectional area in a direction toward 
the container filling position until the structure 
65 is of substantial]y uniform weight per unit of 
length .and the cross-sectional shape of the struc- 
ture conforms substantially to the cross-sectional 
shape of the containers, cutting off predeterrnined 
lengths of said structure, and transferring a cut- 
70 off length to each of the series of containers, the 
material being continuously fed and the structure 
substantia]ly continuously advancing toward the 
container filling position without substantial 
interruption by reason oï said cutting off and 
75 transferring steps. 
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15. A method of packing a substantially con- 
stant weight of food material in each of a series 
of containers which comprises moving the ma- 
terial toward a container fi]ling position, form- 
ing said material into a substantially cylindri- 
Cal elongated roll whfle reducing ifs diameter and 
flexing the roll in a manner such as fo smooth out 
the high and low values of weight along the 
length Of the roll and reduce said roll to a sub- 
stantially uniform weight per unit of length, 
cutting off predetermined lengths of said roll, 
and transferring a cut-off ]ength fo each of the 
series of Containers in succession. 
16. A method of packing a substantially con- 
stant weight of food material in each of a series 
of containers which comprises moving the ma- 
terial toward a container fllling position, form- 
ing said material into a substantially continuous 
elongated structure while reducing its cross sec- 
tional area and flexing the structure in a manner 
such as to smooth out the high and low values 
of weight along the length of the elongated struc- 
ture and reduce said elongated structure fo a 
substantially uniform weight per unit of lergth, 
cutting off predetermined lengths of said struc- 
ture, transferring a cut-off length fo each of the 
series of containers in succession and varying the 
lengths of the structure cut oit when the weight 
of the fllled containers is over or under the de- 
sired weight fo vary the weight of material tobe 
placed in each of succeeding containers and 
thereby obtain substantially the desired weight. 
17. A method of packing a substantially con- 
stant weight of fish into each of a series of con- 
tainers, the flsh being of a character such that 
if has a flake layer formation extending length- 
wise of the fish and around the long axis of 
the fish which comprises continuously feeding 
loins of fish toward a container fllling position 
with the loins in af least partly overlapping rela- 
tion and with the loins extending lengthwise of 
the direction of feed, forming the flsh into an 
elongated subtantially continuous structure .of 
decreasing cross-sectional area in a direction to- 
ward the container fllling position by pressures 
for the most part applied transversely of the layer 
formation to produce a lengthwise slippage of the 
layers and gradually to smooth out the high and 
low values of weight along the length of the 
structure and reduce said structure to substan- 
tially uniform weight per unit of length and to 
a cross-sectional shape conforming to the cross- 
sectional shape substantially of the container, 
cutting off predetermined lengths of the struc- 
ture transversely of the layer formation and 
transferring the cut-off lengths in succession fo 
the series of containers, the cutting off and 
transferring operations being carried out with- 
out substantially interrupting the advance of 
said structure toward the container fllling posi- 
tion and with the layer formation substantially 
always extending in the direction of feed includ- 
ing the interval during transfer of the cut-oit 
lengths fo and into the containers. 
16. In a method of packing a substantially con- 
stant weight of food material into each of a 
series of containers, the steps of continuously 
feeding the material tobe packed, forming the 
material into a substantially continuous elon- 
gated structure while gradually decreasing ifs 
cross-sectional area until the cross-sectional 
shape of the struCtur substantially .conforms to 
the cïoss-sectional shape of the containers to, be 
filled and the structure is of substantially uniform 
wight çer unit of length and whfle the 'structttre 
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is substantially continùously moved .toward a cu,t- 
oit position, and cutting oit successive, uniform 
lengths of the structure without ubstanta.lly 
interrupting ifs movement. 
5 19. In a method of packing a substantially 
constant weight of food material into each of a 
series of containers, the steps of continuously 
feeding the material fo be packed, forming said 
material into an elongated continuous structure, 
10 resisting the forward movement of the structure 
by a resistance which is not uniform across a 
section of the structure whfle simultaneously 
applying pressures af least part way around the 
structure to assist the natural tendency for the 
15 material to slip lengthwise OErom overloaded sec- 
tions of the structure fo underloaded sections 
thereof and gradually form the structure into 
a shape which conforms substantially to the 
cross-sectional shape of the containers into 
20 which the material is tobe packed and which 
is of substantially uniform weight per unit of 
length, and cutting oit predetermined lengths 
of the structure without substantially interrupt- 
ing the movement of the structure. 
25 .0. If a method of packing a substantially 
constant weight of flsh into each of a series of 
containers the fish being of a character such 
that if has a fiake layer structure extending 
lengthwise of the flsh and around the long axis 
30 of the sh, the steps of continuously OEeeding 
loins of fish in af least partly overlapping rela- 
tion toward a cut oit position, forming the flsh 
into an elongated continuous structure conform- 
ing in cross-sectional shape to the shape of the 
35 containers tobe fllled and of substantially uni- 
form weight per unit of length by pressures 
applied for the most part transversely of the 
flake layer structure, and cutting oit successive 
predetermined lenths of the structure without 
40 substantially interrupting the movement thereof. 
.1. In a method of packing a substantially 
constant weight of flsh into each of a series of 
containers the fish being of a character such 
that it has a flake layer structure extending 
 lengthwise o the flsh and around the long axis 
of the flsh, the steps of feeding loins of fish in 
at least partly overlapping relation toward a 
cut-oit position, forming the flsh into an elon- 
gated structure substantially conforming in 
5o cross-sectional shape fo the cross-sectional shape 
of the containers tobe fllled and by pressure 
applied for the most part transversely of the 
flake layer formation and by! simultaneously 
flexing the structure to cause longitudinal slip- 
55 page of the outer and inner flake layers with 
respect to each other fo thereby smooth out 
the high and low values of weight alon the 
length of the structure to obtain substantisl!y 
uniform weight per unit of structure length, and 
6O cutting oit successive predetermined !enth o 
the structure. 
2.. In a method of packing a substantia!ly 
constant weight of OEood material into each of 
a series of containers, the steps of feeding the 
ç material tobe packed, and forming the material 
into a substantially continuous elongated struc- 
ture of a cross-sectional shape substantially con- 
forming to the cross-sectional shape of the con- 
tainers tobe fllled while continuing to feed the 
70 material, the forming orces being directd 
transversely of the direction of feed. 
.S. In a method of packing a substantially 
constant weight of fish into each of a series of 
containers, the steps of continuously feeding 
ï5 loins of flsh in overlapping relation, forming the 
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loins into a substantially continuous elongated 
structure of gradually decreasing cross-sectional 
area until the structure is of a cross-sectional 
area and shape substantially conforming to the 
crois-sectional area and shape of the containers 
tobe filled whfle the elongated structure is con- 
tinuously moved in ihe direction oï ïeed and 
toward a container filling position, the forming 
forces being direcçed çransvesely to the direc- 
tion of feed of the loins. 
24. In a method of packing a substantial!y 
constant desired wëighi oï fish in éàch of a sertes 
oï containers thë steps of OEeeding loins Of iïsh 
toward a out off pOsition With tlïe long axes 0ï 
the loins in ihi direction of feëd and with the 
loins in overlapping relation both longitudlnally 
and transversely, forming sáid loins whilé coin-. 
p!etely enclosed into a substantially lïomogenéous 
mass oî substantially a deSired cross section bY 
pressure applïed transversely of the direction of 
îeed and over a continuous length of thè mass 
Ereaçer than the height of the containeï in Which 
the fish is tobe packed, and cutting off sections 
oï said mass transversely of the direction of ïeed. 
25. In a method of packing a substantially 
constant desired weight of fish in each oî a series 
of containers the steps of feeding loins of fish 
toward a oui off position with the long axes oî 
the loins in ihe direction of fèed and with the 
loins in overlapping relation both longitudinally 
and transversely, îcçming said loins into a sub- 
stantially homogeneous mass oî subStantially a 
desired cross-section by pressa_re applied trans- 
versely oï the direction of food, cutting off sec- 
tions oï said mass çransversely oï the direction 
of ïeed, and varying the thickness oï the sections 
cî the mass out off to conr01 weighç, the over- 
lapping relation of the loins insuring that part 
of more than one loiiu will be in substantially 
eviry section oui off. 
26. In a method of packing a substantially 
constant desired weight of fish in each of a seïies 
oï containers, ihe fish being of a character such 
that ii bas a fiake layer formation extending 
lengthwise of the fish and arcund the iong axis 
oî the flsh, the steps of feeding loins oî fish 
toward a out off position wiih ihe long axes oï 
the loins extending in the direction e£ ïeed and 
wiçh çhe loins in overlapping relation both lon- 
gitudinally and transversely, ïorming said loins 
into a substantia21y homogeneous mass of a de- 
sired cross-section by pressures applied substan- 
tially only transversely of the fiake layer îorma- 
tion, and cutting off sections of said mass trans- 
versely of the d.irecticn of feed Whfle the pe- 
riphery oï the mass adjacent the out is encom- 
passed and confined against any substantial 
transverse distortion. 
27. In a method of packing a substantially 
constant desired weight of fish in each of a sertes 
of containers the fish being of a character such 
that it bas a fiake layer formation extending 
lengthwise of the fish and around the long axis 
of the fish, the steps of feeding 10iris of fish 
oward a out off position with the long axes oï 
çhe loins extending in ihe direction of ,food and 
ith the loins in overlapping relation boih lon- 
ii.tudinally and. transversely, fcrming said loins 
while completely enclosed into a substantially 
homogeneous mass of a. desired cross-section bY 
pressures applied substantially on!y çransversely 
of the fiake layer ormation and over a con- 
tinuous length of the mass greater than the 
heighi of the containei in wlïich the flsh is to 
be packed, cutting off sections of said máss trans- 

versely of the direction of feed and varying the 
thickness of the sections of the mass cut off to 
control weight, the overlapping relation of the 
loins insuring that parts of more than one loin 
5 will be in substantially every section cut off. 
28. A machine ïor packing a sUbstantially 
constant weight of material in each of a series 
c containers comprising, in combination, a con- 
veyor, said conveyor being loaded with material 
10 to be packed distribUted along the convey0r 
approximately in accordanCe wiih a constant 
weight per relatively long unit of length of the 
ccnveyor, molding means, means for driving said 
conveyor and said molding means, means ïor 
15 moving said molding means in a serpentine man- 
ner in a direction iransverse to the direction in 
which it is driven to fiex and knead the material 
to forma continuous roll wkich is stïbstantially 
constant in weight over relatiVèly slïort units of 
0 length of the roll, said machine having a con- 
tainer filling position and including means ïor 
eeding the containers fo said container filling 
position in succession, and means ïor cutting 
off sections of said roll of predetermined length 
2 in succession and in synchronism wiçh the 
presentation of containers to said container îfll- 
ing position. 
29. A machine for pacldng a substantially 
constant weight oï material in each of a series 
0 of containers comprising, in combination, a 
molding unit which includes a plurality of mold- 
ing elements ,ïorming ai least a partial enclosure 
îor the material being packed, means for driving 
the molding elements ai substantially the same 
 lineal speed, and means for moving ai ieast some 
of said molding elements backwardly and for- 
wardiy in a direction transverse to the direction 
in which they are driven. 
30. A machine for packing a substantially 
40 constant weight of material in each oï a sertes 
of ccntainers comprising, in combinaçion, a 
molding unit which includes a plurality of mold- 
ing elements forming a moving elongated ai 
toast partial enclosure for the material being 
45 packed, means ïor driving çhe molding elemençs 
ai substantially the same lineal speed, means 
for moving ai least some of said molding oie- 
ments backward and forward in a direction 
transverse to the direction in which they are 
50 driven, said molding unit forming the material 
into a continuous ro!l of substantially constant 
weight per unit er length, said machine having 
a container filling position, means for feeding 
the containers successively to said containei 1211- 
55 ing position, and means for successively outting 
off sections of said roll of predeiermined length 
and transferring a section to each oï the series 
of containers. 
31. A machine for packing a substantially 
6O constant weight oï material in each of a sertes 
oï containers comprising, in combination, a coni 
veycr loaded wiih maierial te be packed in such 
marner that the material lies on the convoyer 
in a substantially continuous unbçoken line, a 
65 molding unit comprising said conveyor and con- 
tinucus molding elements forming a complote 
elongated enclosure about said material, said 
machine having a fil!ing position and means for 
feeding the containers to said fllling position in 
70 succession, means for driving said conveyoç and 
said molding elements ai substantially the same 
lineal speed to feed said material ioward said 
filling position, said conveyor and molding oie- 
ments being arranged in a manner such that 
75 the molding space gradually decreases in cross- 
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sectional area from the material entrance end 
in a direction toward said filling position and 
said material is OEormed into aroll of a diameter 
less than the diameter of the container, means 
acting upon said molding unit to actuate por- 
tions of it and fiex said roll in a direction trans- 
verse to the direction of feed of said material, 
and means for successively cutting oP sections 
of said material of a predetermined length and 
transferring a section to each of said containers 
as they are succesively presented to said filling 
position. 
32. A machine for packing a substantially 
constant weight of material in each of a series 
of containers comprising, in combination, a con- 
veyor loaded with material tobe packed in such 
manner that the material lies on the conveyor 
in a substantially continuons unbroken line, a 
molding unit comprising said conveyor and mold- 
ing elements forming a complete enclosure about 
said material, said machine having a filling posi- 
tion and means for feeding the containers to 
said filling position in succession, means for 
driving said conveyor and said molding elements 
at substantially the saine lineal speed to OEeed 
said material to said filling position, said con- 
veyor and molding elements being arranged in 
a manner such that the molding space gradually 
decreases in cross-sectional area from the ma- 
terial entrance end in a direction toward said 
filling position, a stationary cylindrical member 
between the end of said molding unit and said 
filling position into which the roll is fed by said 
molding unit, and means for successively cutting 
off sections of said material of a predetermined 
length and transferring a section to each of said 
containers as they are succesively presented to 
said filling position. 
33. A machine for packing a substantially 
constant weight of material in each of a series 
of containers comprising, in combination, a con- 
veyor loaded with material tobe packed in such 
manner that the material lies on the conveyor 
in a substantially continuons unbroken line, a 
moulding unit comprising said onveyor and 
molding elements forming a complete enclosure 
about said material, said machine having a fill- 
ing position and means for feeding the con- 
tainers to said filling position in succession, 
means for driving said conveyor and said mold- 
ing elements at substantially the saine lineal 
speed to feed said material to said filling posi- 
tion, said conveyor and molding elements being 
arranged in a manner such that the molding 
space gradually decreases in cross-sectional area 
from the material entrance end in a direction 
toward said filling position, a cylindrical member 
adjacent said filling position into which the 
material is OEed, and means including a cut-off 
knife movable into and out of said cylindrical 
member for succesively cutting off sections of 
said material of a predetermined length and 
transferring a section to each of said containers 
as they are successively presented to said filling 
position. 
34. In a machine for packing a substantially 
constant weight of material in each of a series 
of containers wherein a moulding unit feeds the 
material toward a container filling position and 
molds the material into an elongated substan- 
tially cylindrical roll, the combination of a sta- 
tionary cylindrical member between the molding 
unit and the filling position into which the roll 
is fed by the molding unit, said cylindrical mem- 
ber having a knife slot extending transversely 

18 
of the long axis thereoï and a k.uNe slot extend- 
ing OErom the end of the cylindrical member ad- 
jacent the filling position longitudinally thereof 
and merging into the transverse slot, a cut-off 
5 knife, having an arm, means connected to said 
arm ïor moving said cut-off kniïe into said trans- 
verse slot to cut off a section of said roll, means 
for moving containers successively into the filling 
position, and means connected to said arm for 
10 moving said cut-o knife toward the container 
with said arm moving through said longitudinal 
slot to transïer the cut-off section of said roll 
fo the container. 
35. In a machine for packing a substantially 
1, constant weight of material in each of a series 
of containers wherein a molding unit ïeeds the 
material toward a container filling.position and 
molds the material into an elongated substan- 
tially cylindrical roll, the combination of a sta- 
-0 tionary cylindrical member between the molding 
unit and the filling position into which the roll 
is ïed by the molding unit, said cylindrical ruera- 
ber having a knife slot extending transversely 
of the long axis thereof and a knife slot extend- 
_% ing from the end of the cylindrical member ad- 
jacent the filling position longitudinally thereof 
and merging into the transverse slot, a cut-off 
knife having an arm, means for moving con- 
tainers successively into the filling position, 
zo means connected to said arm for moving said 
cut-off knife toward the container with said arm 
moving through said longitudinal slot to trans- 
fer the cut-off section of said roll to the con- 
tainer, and means for varying the length of the 
3 section of roll cut-off. 
36. A machine for pacling a substantially 
constant weight of material in each of a series 
of containers comprising, in combination, a con- 
veyor upon which the material is placed, means 
4 forming with the conveyor an enclosure for the 
material, said means comprising a pair o mem- 
bers having molding elements the molding sur- 
faces of which face each other, means for driving 
said members continuously with the molding 
45 surfaces exerting a moulding action on the 
terial to mold it into a cross-sectional shape 
similar to but slightly smaller than the open end 
of the container in which the material is tobe 
packed, means for cutting off predetermined 
0 lengths of the product while the material is con- 
tinuously advanced, means for transferring the 
cut-off lengths in succession to the series of con- 
tainers and means for imparting a wavelike 
motion to said members as the molding elements 
55 advance toward the cutting off position. 
3. A machine for packing a substantially 
constant weight of material in each of a series 
of containers comprising, in combination, a con- 
veyor upon which the material is placed, means 
6O forming with the conveyor an enclosure for the 
material, said means comprising a pair o mem- 
bers having molding elements the molding sur- 
faces of which face each other, means for driving 
said members continuously with the molding 
65 surfaces exerting a moulding action on the ma- 
terial to mold it into a cross-sectional shape 
simflar to the shape of the open end of the con- 
tainer in which the material is tobe packed, 
a receiving element corresponding in cross-sec- 
S0 tional shape to the cross-sectional shape of the 
containers, a cut-off knife, said receiving ele- 
ment having transverse and longitudinal slots 
which merge with each other for the reception 
of the knife, means for moving the cut-off knife 
5 through the transverse slot to cut a s]ice from 
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the material and means ïor moving the knife 
through the longitudinal slot to transfer the. 
cut-off slice to a container. 
38. A machine OEor packing a subs_tantiall 
constant weight of material in each of a series. 
of Containers wherin the containers are pro-. 
sented to a filling position in succession, in com- 
bination, a conveyor upon which the material. 
tobe packed is placed for ïeeding toward the 
c0nt.ainer lïlling position, means forming to- 
gether with said conveyor a tunnel at least some 
of the walls oî which are movabl to fed the 
material, said means including a pair of opposed 
and driven molding chains having molding stu-- 
ïaces which .are curved on substantially the arc 
of a circle with the molding surfaces facing each 
other, said molding chains having backing oie- 
ments which a_re independent oï each other and 
at least some of which are movable, means 
dçiving said molding chains to convey he product 
toward the container filling position, means for 
cuting off slices oï the material in succession, 
and means for transferring the cut-off slices 
to the .containers as they are successively pre- 
sented in the container filling position. 
3_9. A machine fer packing a substantially 
cons.tnt weight of material in each of a series 
of c0ntainers wherein the containers are p_re- 
sented to a filling position in succession, in cem- 
bina.tion, a conveyor upon which the material 
tobe packed is placed for ïeeding toward the 
container filling position, means forming 
ge_ther with said conveyor a tunnel at least some 
of the wa!ls of which are movable 5o feed the 
material, said means including a pa_ir of opposed 
and driven molding chains having molding sur- 
faces which are curved on substantially the arc 
of a circle with the molding surfaces ïacing 
each othr, said moldin chains having yield- 
ingly mounted bacMng elements which are 
dependent of each other and t least some 
which are movable, means including said back- 
ing elements for imparting to the molding chains 
a controlled fiexing action in a direction trans- 
vin'se to the direction in which they are drivn, 
means ïor driving said molding chains to convey 
çhe product toward the container filling pQsi- 
tion, means for cutting off slices of he materia 
in succession, and means ïor transferring the 
eut,off slices to the containers as they are suc- 
cessively Rreseted in t_h container 
positio.n. 
4}. A machine for packing a substantially 
constant weight of material in each of a series 
of containers wherein the containers are pre- 
s.e.nted to a filling position in succession, in 
bination, a conveyor upon which the mat.erial 
tobe packed is placed ïor feeding toward the 
container fillin position, means forming to- 
gether With said conveyor a tunnel at least seine 
of the valls of which aï:e movable to fecd the 
mÇteria!, sad means including a pair of opposed 
and dvn molding chains having OEacing mold- 
ing S._urfaces which are shapd to conform he 
material to the shape oï the container openig, 
said mo!ding chains having bcking elements 
which are independent of each other, said baCk- 
ing elements being spaced apart at the ntran¢ e 
end of the tunnel so that a relatively large en 
trance opening is presented for the material and 
being spaced more closely together toward the 
container filling position so that the molding 
space within the tunnel gradually decreases in 
cross-sectional area, means ïor driving_ said 
molding chains to convey the product toward 

the container filling position, means for cutting 
off slices of the material in succession, and 
means for transferring the cut-off slices to the 
containers as they are successively presented in 
5 the container filling position. 
41. A machine for packing a substantially 
constant weight of material in each of a series 
of conainers whe'ein the containers s.'e pre- 
sented to a filling position in succession, in com- 
10 bination, a conveyor upon which the material 
tobe packed is placed for feeding toward the 
container filling position, neans forming to- 
gether with said conveyor a tunnel at least some 
o,f the walls of which are movable te feed the 
] material, said means including a pair of opposed 
and driven molding chains having molding sur- 
faces which are curved on substantially the arc 
of a ch'cle with the molding surfaces facing each 
other, said molding chains having mounting ele- 
fi0 ments which are independent of each other so 
that the molding surfaces on opposite chains 
may shift toward and away from each other, 
means ïor driving said molding chains to convey 
the product toward the container filling position, 
E5 a stationary support at the discharge end of said 
tunnel for the reception of the material, means 
for cutting off slices oï the material in succes- 
sion while the material is in contact with the 
support and means for transferring the cut-off 
0 slices in a direction parallel to the axis of the 
tunnel OErom the support to the containers as 
they are successively presented in the container 
filling position. 
42. A machine for packing a substantially 
5 constant weight of material in each of a series 
of containers comprising, in combination, mold- 
ing means for molding the material into a de- 
sired cross-sectional shape, cut off means for 
cutting off a length of the material, drivin2" cle- 
f0 ments for advancing the molding means, driving 
elements for actuating the cut off means, and 
means for varying the speed of operation of the 
driving elements for one of said means .with 
relation to the speed of operation of the driving 
45 elements for the other of said means to vary 
the length oï the material cut off. 
43. A machine for packing a substantially 
constant weight of material in each of  series 
of containers wherein the containers are pro- 
50 se.n.ted to a filling position in succession com- 
pmsmg, in combination, molding means for mold- 
ing the material into a cross-sectional shape 
substantially c0nforming to the shape of the con- 
tainers which the material is to occupy, cut off 
 means ïor cutting off a length of the material, 
driving elements for adancing çhe m01ding 
means, driving elements ïor actutng he ct!t 
off means, means ïor varying the speed of opera- 
tion oï the drving eements ïor one of said 
60 means with relation to the speed of Qperation of 
the driving elements ,ïor the other of said means 
to vary the length oï the material cut off, and 
means for moving at least part of the cut off 
means in the direction of movement of the mold- 
6 
ing means aïter the length of material has been 
cut off to deposit said cut off length in a con- 
tainer presented in the filling position. 
44. Mechanism for cutting off a section of 
70 material tobe packed in a conta!ner comprisig, 
in combination, cut off means, substantially 
tubular means substantially enclosing the 
terial to be packed, said tubular means having 
a slot which .extends at least part way there_- 
7 through substantially normal to the long axis 
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0f the tubular means and having a slo which 
extends from said normal slot in a directionlsub- 
stantially parallel to the long axis of said tubular 
means, means for moving said, cut off means 
through said normal slot in. a direction sub- 
stantially perpendicular to the material to-cut 
off a section of the material, and means for mov- 
ing af least part of said cut off means throug h 
said tubular means with a .portion thereoï ex- 
tending through Sail Parallel slot fo push the 
material into a container. 
 45. A machine for packing  substantially 
constant desired weight of fish in each of a series 
of containers comprising, in combination, mold- 
ing means forming a tunnel having walls af least 
some of which are movable in a direction such 
as fo feed the fish, said molding means being 
constructed and arranged so as fo receive loins 
of fish in overlapping relation in a preïerably 
unbroken flow, driving elements for advancing 
the molding means so that the loins of fish are 
fed toward a cut off position, said molding means 
exerting pressure on the loins of flsh in a direc- 
tion transverse fo the direction in which the 
loins are ïed fo mold the overlapping loins into 
a substantially homogeneous structure of a de- 
sired cross-sectional shape, Cut off means adja- 
cent the cut off position for cutting off succes- 
sive slices of the molded fish, said cut off means 
being movable on ifs cutting stroke in a direc- 
tion substantially normal fo the direction in 
which the fish being molding is fed, driving ele- 
ments for actuating the cut off means,, the driving 
elements for the molding means and the driving 
elements for the cut off means being driven in 
a relationship fo each other such that the thick- 
ness o,ï the slices cut off may be retained nor- 
mally af a constant, and means for varying the 
speed of operation of one of said driving ele- 
ments with relation to the speed of operation of 
the other of said driving elementÇ fo vary the 
thickness of the slices cut off. 
46. In a machine for packing a substantially 
constant weight of fish in each of a series of 
containers comprising, in combination, molding 
means forming a tunnel having walls af least 
some of which are movable in a direction such 
as to feed the fish, said molding means ïorming 
an entrance to the turmel which is of substan- 
tially greater cross-sectional area than the 
maximum cross-sectional area of the turmel so 
that loins o,ï fish may ïreely enter said entrance 
in overlapping relation in a preferably unbroken 
flow and in a bulk of greater cross-sectional area 
than that fo which said fish is fo be molded, 
driving element for advancing the molding 
means so that the loins of tuna more toward 
a cut off position, said molding means having 
af least some of the walls thereoï yielding in 
a direction substantially normal fo the direction 
in which the loins are moved fo exert a yielding 
pressure on the loins in a direction substantially 
normal to the direction in which the loins more 
fo mold the overlapping loins into a homogeneous 
structure of a desired cross-sectional shape and 
of substantially constant weight per unit of 
length, cut off means adjacent the cut off posi- 
tion for cutting off successive slices of the molded 
loins, said c.ut off means being movable on ifs 
cutting stroke in a direction substantially nor« 
mal to the direction in which the loins being 
molded are moved, driving elements for actuating 
the cut off means, the driving elements for the 
molding means and the driving elements for the 
cut off means being driven in a relationship fo 

each other such that the thickness of the slices 
and hence their weight may be retained sub- 
stantially ata constant, and means including 
a manually adjustable variable speed mechanism 
5 adjustable without interrupting the operation 
the machine for varying the speed 
one of said driving elements with relation to 
the speed of operation of the other, ofsaid 
driving elements fo vary the thickness and hence 
10 the weight of the slices cut off. 
47. A machine for packing a. substantially 
constant desired weight of fish in each of a 
series of containers comprising, in combination, 
molding means ïorming a tunnel having walls 
15 at least some of which are movable in a direction 
such as fo ïeed the fish, said molding means 
being constructed and arranged so as fo receive 
loins of fish in overlapping relation.in a preïer- 
ably unbroken flow, driving elements for ad- 
20 vancing the molding means so that the loins 
of fish are OEed toward a cut off position, said 
molding means exerting pressure on the loins 
of fish in a direction transverse to the direction 
in which the loins are fed fo mold the over- 
25 lapping loins into a substantially homogeneous 
structure of a desired cross-sectional shape, cut 
off means adjacent the cut off position for cut- 
ting off successive slices of the molded fish, said 
cut off means being movable on ifs cutting stroke 
:Io in a direction substantially normal fo the direct 
tion in which the fish being molded is ïed, driving 
elements for actuating the cut off means, .and a 
stationary throat adjacent the cut off position, 
said throat encompassing and confiming the 
5 molded fish during the cut off stroke of the 
off means. 
48. A machine for packing a substantially 
constant desired weight of fish in each of a series 
of containers comprising, in combination, mold- 
40 ing means forming a tunnel having walls af least 
some of which are movable in a direction such 
as fo ïeed the fish, said molding means being 
constructed and arranged so as to receive loins 
of fish in overlapping relation in a preferably 
45 unbroken fiow, driving elements OEor advancing 
the molding means so that the loins of fish are 
ïed toward a cut off position, said molding means 
exerting pressure on the loins of fish in a direc- 
tion transverse fo the direction in which the 
50 loins are fed to mold the overlapping loins into 
a substantially homogeneous structure of a de- 
sired cross-sectional shape, cut off means adja- 
cent the cut off position for cutting off succes- 
sive slices of the molded fish, said cut off means 
55 being movable on its cutting stroke in a direc- 
tion substantially normal fo the direction in 
which the fish being molded is fed, driving ele- 
ments for actuating the cut off means, the driving 
elements for the molding means and the driving 
60 elements for the cut off means being driven in 
a relationship fo each other such that the thick- 
ness of the slices cut off may be retained nor- 
mally af a constant, means for varying the speed 
of operation of one oï said driving elements with 
65 relation fo the speed of operation of the other 
of said driving elements to vary the thickness 
of the slices cut off, and a stationary throat ad- 
jacent the cut off position having a slot for the 
reception of the cut off means and said throat 
70 encompassing and conflning the molded flsh dur- 
ing the cut off stroke of the cut off means. 
EBEN H. CAIPUTHERS. 
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